Abstract: TA1/X65 bimetallic plate has a bright future of application by combining the excellent corrosion resistance of TA1 and the high strength of inexpensive X65 steel, while manufacturing large size TA1/X65 bimetallic plate is still a challenging task. Multi-pass hot-rolling is the most common way to achieve a large size bimetallic plate. In this work, interface characteristic of explosive-welded and multi-pass hot-rolled TA1/X65 bimetallic plate is experimentally studied. The microstructure, composition and microhardness distribution across the TA1/X65 interface are investigated by optical metallographic observation, scanning electron microscope (SEM) observation, energy dispersive spectrometer (EDS) analysis, and Vickers hardness test. Shear tests and stratified tensile tests are conducted with emphasis on impacts of the angle between loading direction and detonation wave propagation direction on interface strength. A straight TA1/X65 interface with periodic morphology of residual peninsula could be observed on the cross section parallel to detonation wave propagation direction, while in most cases there is no residual peninsula morphology on the straight TA1/X65 interface when the cross section is perpendicular to detonation wave propagation direction. TA1/X65 interface of explosive-welded and multi-pass hot-rolled bimetallic plate presents higher bearing capacity for the load perpendicular to detonation wave propagation direction than that for the load parallel to detonation wave propagation direction. The results of this paper have a certain guiding significance for the fabrication of pipes and containers made of explosive-welded and hot-rolled TA1/X65 bimetallic plate.
Introduction
Explosive welding is one of the most widely used technologies to produce bimetallic sheets [1, 2] . During the explosive welding process, the flyer plate impacts the base plate at a high velocity so that a metallurgical bonding interface between two metals can be formed in an instant and there is no significant crystallization and phase transition around the bounding interface [3] [4] [5] [6] [7] . With advantages of high bonding strength, favorable material adaptation, and applicable to large-scale machining, explosive welding has been widely used in manufacturing bimetal or multi-metal clad plates [8] [9] [10] . In particular, this method is very suitable for welding dissimilar metal materials with a significant difference in melting temperature, thermal expansion coefficients, or mechanical properties [11] [12] [13] .
The explosive welding method is demonstrated in Figure 1 [14] [15] [16] .
When traditional fusion welding methods are employed to weld Ti and steel, brittle Fe-Ti intermetallic compounds will be formed in the weld bead. Explosive welding is very suitable for joining Ti and steel. The titanium/steel bimetallic plates with titanium or its alloys as the flyer materials and This article focuses on the explosion welded titanium-steel bimetallic plate. The increasing demand for natural gas and oil has, in turn, resulted in an increasing demand for the refining and transportation of highly corrosive crude oil and natural gas. Bimetallic sheets in which TA1 is used as the material of the flyer plate instead of steel can greatly improve the life of the refining equipment and pipeline. In recent years, researchers have conducted many studies on the microstructure and mechanical properties [26] [27] [28] [29] [30] [31] [32] [33] [34] [35] , heat treatment [36] [37] [38] , hot rolling process [39] , residual stress [40] , bonding mechanism [41] [42] [43] and butt welding process [44, 45] of explosive bonded Ti/Steel bimetallic sheets. These work mainly focused on the bimetallic sheet itself, while investigation regarding the suitability of explosive bonded Ti/Steel bimetallic sheet for the subsequent process, such as the JCOE process (progressive forming process of 'J' forming, 'C' forming and 'O' forming, reducing gap, welding and mechanical expanding), was rather limited. The Ti/Steel bimetallic sheets discussed in this work would be used for pipelines and refining equipment and therefore would subjected to multiple bending process (i.e., JCOE process). The deformation and strain of bimetallic sheet would be extremely heterogeneous during JCOE process and this might accelerate the local shear failure at Ti/Steel interface. Aiming to minimize the risk of local failure at the Ti/Steel interface during JCOE process, this work focused more on the dependency of bonding strength of Ti/Steel interface on the direction of shear load. Compared with the published literature and the author's previous work, results of this study may have more guiding significance to the subsequent JCOE process of bimetallic sheets. This work also revealed the inhomogeneity of both microstructure and mechanical properties of the Ti/Steel bimetallic sheet. With the detailed information about the mechanical properties of the bimetallic sheet, a more realistic simulation model of the JCOE processing of Ti/Steel bimetallic sheet This article focuses on the explosion welded titanium-steel bimetallic plate. The increasing demand for natural gas and oil has, in turn, resulted in an increasing demand for the refining and transportation of highly corrosive crude oil and natural gas. Bimetallic sheets in which TA1 is used as the material of the flyer plate instead of steel can greatly improve the life of the refining equipment and pipeline. In recent years, researchers have conducted many studies on the microstructure and mechanical properties [26] [27] [28] [29] [30] [31] [32] [33] [34] [35] , heat treatment [36] [37] [38] , hot rolling process [39] , residual stress [40] , bonding mechanism [41] [42] [43] and butt welding process [44, 45] of explosive bonded Ti/Steel bimetallic sheets. These work mainly focused on the bimetallic sheet itself, while investigation regarding the suitability of explosive bonded Ti/Steel bimetallic sheet for the subsequent process, such as the JCOE process (progressive forming process of 'J' forming, 'C' forming and 'O' forming, reducing gap, welding and mechanical expanding), was rather limited. The Ti/Steel bimetallic sheets discussed in this work would be used for pipelines and refining equipment and therefore would subjected to multiple bending process (i.e., JCOE process). The deformation and strain of bimetallic sheet would be extremely heterogeneous during JCOE process and this might accelerate the local shear failure at Ti/Steel interface. Aiming to minimize the risk of local failure at the Ti/Steel interface during JCOE process, this work focused more on the dependency of bonding strength of Ti/Steel interface on the direction of shear load. Compared with the published literature and the author's previous work, results of this study may have more guiding significance to the subsequent JCOE process of bimetallic sheets. This work also revealed the inhomogeneity of both microstructure and mechanical properties of the Ti/Steel bimetallic sheet. With the detailed information about the mechanical properties of the bimetallic sheet, a more realistic simulation model of the JCOE processing of Ti/Steel bimetallic sheet will be created in the future and used to conduct a simulation-based optimization of the JCOE process.
Experimental Materials and Methods

Materials
The available diameter and length of a single tube is limited by the width and length of the bimetallic plate, respectively. In the present work, an 8 mm thick TA1 plate and 58 mm thick X65 plate were explosively bonded by using ammonium nitrate fuel-oil mixture as explosive material. Chemical composition of TA1 plate and X65 plate is listed in Tables 1 and 2 , respectively. Then, the as-welded 66 mm thick TA1/X65 plate was subjected to the hot rolling processes at air atmosphere to reduce the thickness and increase the length and width. The temperature of plate was about 850 • C when the hot rolling process started and was approximately 610 • C when the hot rolling process stopped. The rolling direction is the same as the detonation wave propagation direction. The descending distance of the upper roller in each single-pass rolling process did not exceed 20% of the plate thickness. TA1/X65 plate with a size of 16 mm × 2000 mm × 10,000 mm was finally achieved. The final thickness of the TA1 layer and X65 layer was about 2 mm and 14 mm, separately. 
Experimental Methods
Specimens with size of 10 mm × 10 mm × 16 mm were cut from the TA1/X65 clad plate under the condition that one of the cross sections was parallel to the direction of detonation wave propagation. Two adjacent cross sections of the specimen were ground and polished. Then, the TA1 flyer plate and the X65 base plate were sequentially etched with the solution of 8 mL HNO 3 + 2 mL HF + 90 mL H 2 O for 20 s and 4% nitric acid alcohol solution for 15 s, respectively. The microstructure near the bonding interface of the bimetallic plate was observed by using Nikon Eclipse MA200 optical microscope (Minato-ku, Tokyo, Japan) and LS-JLLH-22 scanning electron microscope (SEM) (HITACHI, Tokyo, Japan), and the compositions of the interface were analyzed by using the energy disperse spectroscopy (EDS) (HITACHI, Tokyo, Japan). Finally, the Vickers microhardness distribution near the bonding interface was measured under the load of 200 gf for 15 s.
The stratified-tensile tests were applied in this study to investigate the relationship between the tensile mechanical properties and the tensile directions. In the stratified-tensile tests maintain the stretching rate constant, the clad plate was successively cut into 1.2 mm-thick layers along the thickness direction from the flyer plate side to the base plate side (Figure 2a) . Additionally, the sampling schemes shown in Figure 2b ,c were adopted during the machining, namely, the tensile direction was perpendicular to the direction of detonation wave propagation in one case (Figure 2b) , and the two directions were parallel to each other in the other case (Figure 2c ). Table 3 shows the sample numbers in tensile tests. 
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As shown in Figure 4b , the bonding interface of as-welded TA1/X65 bimetallic sheet had a wavy morphology. Figure 4c ,g-l show that a substantial part of the as-welded TA1/X65 interface can be identified by a sharp transition between the TA1 and the X65 materials and the region over which there was a significant change in Ti content was approximately 2-3 µm wide. Figure 4d shows the transition zone between TA1 and local melted zone, from which it can be seen that the width of the transition zone between TA1 and the local melted zone was less than 5 µm. Namely, alloy element diffusion in an as-welded TA1/X65 joint was quite limited [21] . As shown in Figure 4b , the bonding interface of as-welded TA1/X65 bimetallic sheet had a wavy morphology. Figure 4c ,g-l show that a substantial part of the as-welded TA1/X65 interface can be identified by a sharp transition between the TA1 and the X65 materials and the region over which there was a significant change in Ti content was approximately 2-3 μm wide. Figure 4d shows the transition zone between TA1 and local melted zone, from which it can be seen that the width of the transition zone between TA1 and the local melted zone was less than 5 μm. Namely, alloy element diffusion in an as-welded TA1/X65 joint was quite limited [21] . (Figure 5b ). Periodic morphology of residual peninsula could be observed on the wave-like TA1/X65 interface, when the cross section was parallel to the detonation wave propagation direction (Figure 5c ). The waves were seriously asymmetric and the X65 steel wave crests slanted in the direction of detonation wave propagation. The distances between the wave crests and the amplitude of the wave were 1200-1600 μm and 100-300 μm, respectively. The vortices at the front slopes of X65 steel wave crests and a gray thin layer with a thickness of 10-15 μm between titanium and steel could be observed in Figure 5d . As shown in Figure 5e , the microstructure of the X65 included ferrite grains (bright) and pearlite grains (dark) with a band pattern characteristic. It can be seen from Figure 5e that the closer the section of the X65 zone to the interface, the less the percentage of pearlite, which might be due to the decarbonization of the X65 steel near the interface. Ti is more active than Fe and can easily seize C atoms. In addition, intense plastic deformation occurred in the metals near the interface of the bimetallic sheet, and a large number of lattice defects might be formed inside the metals during the explosive welding process and the subsequent hot-rolling process, which provided diffusion channels for C [19] . (Figure 5b ). Periodic morphology of residual peninsula could be observed on the wave-like TA1/X65 interface, when the cross section was parallel to the detonation wave propagation direction (Figure 5c ). The waves were seriously asymmetric and the X65 steel wave crests slanted in the direction of detonation wave propagation. The distances between the wave crests and the amplitude of the wave were 1200-1600 µm and 100-300 µm, respectively. The vortices at the front slopes of X65 steel wave crests and a gray thin layer with a thickness of 10-15 µm between titanium and steel could be observed in Figure 5d . As shown in Figure 5e , the microstructure of the X65 included ferrite grains (bright) and pearlite grains (dark) with a band pattern characteristic. It can be seen from Figure 5e that the closer the section of the X65 zone to the interface, the less the percentage of pearlite, which might be due to the decarbonization of the X65 steel near the interface. Ti is more active than Fe and can easily seize C atoms. In addition, intense plastic deformation occurred in the metals near the interface of the bimetallic sheet, and a large number of lattice defects might be formed inside the metals during the explosive welding process and the subsequent hot-rolling process, which provided diffusion channels for C [19] . Figure 6 
Additionally, the contents of carbon element at the interface between the vortex and the X65 steel base material were much higher than that of X65 steel base material (points G and H). As shown in Figure 6b ,c, there was no obvious diffusion region of Ti and Fe at the straight bonding interface, while a mono-peak of carbon element was observed at the place where the black layer existed (Figure 6b) . Therefore, the so-called black layer was actually the result of the segregation phenomena of carbon element, and Jiang et al. [47] also observed this phenomenon in their study. The vortex shown in Figure 6a formed due to the liquid metal jet in the front of the detonation wave propagation was intercepted during the explosive welding [48, 49] , where multiple elements such as Ti, Fe, C, and Mn were mixed and dissolved to produce various hard and brittle intermetallic compounds including FeTi, Fe2Ti and TiC [50, 51] , and cracks were easy to be formed in the vortex during the rolling process. Figure 6 displays the micro-morphology and element distribution around the vortex structure. There were numerous cracks in the vortex, and some black thin layers were discontinuously distributed on the straight bonding interface (Figure 6a) . The results of the elemental analysis show that the light gray region (point B) between the TA1 substrate and the vortex was an Fe diffusion layer, and the vortex structure (points C-F) was a mixture where titanium and steel melted. Additionally, the contents of carbon element at the interface between the vortex and the X65 steel base material were much higher than that of X65 steel base material (points G and H). As shown in Figure 6b ,c, there was no obvious diffusion region of Ti and Fe at the straight bonding interface, while a mono-peak of carbon element was observed at the place where the black layer existed (Figure 6b) . Therefore, the so-called black layer was actually the result of the segregation phenomena of carbon element, and Jiang et al. [47] also observed this phenomenon in their study.
The vortex shown in Figure 6a formed due to the liquid metal jet in the front of the detonation wave propagation was intercepted during the explosive welding [48, 49] , where multiple elements such as Ti, Fe, C, and Mn were mixed and dissolved to produce various hard and brittle intermetallic compounds including FeTi, Fe 2 Ti and TiC [50, 51] , and cracks were easy to be formed in the vortex during the rolling process. Figure 7 shows the microhardness distribution across the bonding interface. The microhardness of TA1 and X65 far away from interface were measured to be approximately 128 HV and 216 HV, respectively. In the vicinity of the bonding interface, there was no appreciable change in the microhardness of TA1 layer, while the microhardness of X65 layer dropped to about 155 HV. Figure 7 shows the microhardness distribution across the bonding interface. The microhardness of TA1 and X65 far away from interface were measured to be approximately 128 HV and 216 HV, respectively. In the vicinity of the bonding interface, there was no appreciable change in the microhardness of TA1 layer, while the microhardness of X65 layer dropped to about 155 HV.
Microhardness Distribution
In researches of explosive-welded bimetals without post-weld heat treatment [52] [53] [54] [55] , the considerable increase of the microhardness near the bonding interface could be observed, and the microhardness decreased as the distance from the bonding interface increased. This phenomenon was attributed to the intense plastic deformation in the welding zone adjacent to the interface. In the present investigation, the TA1/X65 bimetallic plate was heat-treated and hot-rolled after explosive welding process, so the deformation effects were partly removed and the microhardness near the bonding interface decreased obviously due to the annealing of the material [56] . Figure 7c shows the microhardness distribution of the vortex. The microhardness of the light grey region (201 HV) between TA1 parent material and the vortex was significantly larger than that of the TA1 parent metal. This might be because the light grey region was composed of the supersaturated solid solution and Ti2Fe intermetallic compounds due to the diffusion of Fe [52] . The microhardness of peninsula structure in the front of X65 steel wave crest (171 HV) and the region of X65 steel close to the vortex (165 HV) was greatly lower than that of the X65 parent metal, and this softening phenomenon could be explained by the annealing effect near the interface. As the mixture of TA1 and X65 steel, the vortex zone is composed of various hard compounds, especially in the inner of the vortex microhardness up to 625 HV is observed. 
Stratified-Tensile Tests
Figure 8a,b separately display the morphologies of the tension test specimens and the tensile curves. As shown in this figure, the tensile strengths of TA1 titanium layer and the X65 steel layer were, respectively, 340 MPa and 765 MPa, and their elongations after the break were, respectively, about 47% and 19%. As for specimens including TA1/X65 interface, the tensile strengths and the elongations after the break were, respectively, 585 MPa and 14% when the tensile direction was parallel to the detonation wave propagation direction (indicated as 0°), while they were, respectively, 565 MPa and 25% when the tensile direction was perpendicular to the detonation wave propagation direction (indicated as 90°). Additionally, the wrinkled morphology perpendicular to the tensile In researches of explosive-welded bimetals without post-weld heat treatment [52] [53] [54] [55] , the considerable increase of the microhardness near the bonding interface could be observed, and the microhardness decreased as the distance from the bonding interface increased. This phenomenon was attributed to the intense plastic deformation in the welding zone adjacent to the interface. In the present investigation, the TA1/X65 bimetallic plate was heat-treated and hot-rolled after explosive welding process, so the deformation effects were partly removed and the microhardness near the bonding interface decreased obviously due to the annealing of the material [56] . Figure 7c shows the microhardness distribution of the vortex. The microhardness of the light grey region (201 HV) between TA1 parent material and the vortex was significantly larger than that of the TA1 parent metal. This might be because the light grey region was composed of the supersaturated solid solution and Ti 2 Fe intermetallic compounds due to the diffusion of Fe [52] . The microhardness of peninsula structure in the front of X65 steel wave crest (171 HV) and the region of X65 steel close to the vortex (165 HV) was greatly lower than that of the X65 parent metal, and this softening phenomenon could be explained by the annealing effect near the interface. As the mixture of TA1 and X65 steel, the vortex zone is composed of various hard compounds, especially in the inner of the vortex microhardness up to 625 HV is observed. Figure 8a ,b separately display the morphologies of the tension test specimens and the tensile curves. As shown in this figure, the tensile strengths of TA1 titanium layer and the X65 steel layer were, respectively, 340 MPa and 765 MPa, and their elongations after the break were, respectively, about 47% and 19%. As for specimens including TA1/X65 interface, the tensile strengths and the elongations after the break were, respectively, 585 MPa and 14% when the tensile direction was parallel to the detonation wave propagation direction (indicated as 0 • ), while they were, respectively, 565 MPa and 25% when the tensile direction was perpendicular to the detonation wave propagation direction (indicated as 90 • ). Additionally, the wrinkled morphology perpendicular to the tensile direction was found near the fracture of specimen indicated as 0 • after it the tensile test, while the surface of specimen indicated as 90 • was smooth. Figure 8a ,b separately display the morphologies of the tension test specimens and the tensile curves. As shown in this figure, the tensile strengths of TA1 titanium layer and the X65 steel layer were, respectively, 340 MPa and 765 MPa, and their elongations after the break were, respectively, about 47% and 19%. As for specimens including TA1/X65 interface, the tensile strengths and the elongations after the break were, respectively, 585 MPa and 14% when the tensile direction was parallel to the detonation wave propagation direction (indicated as 0°), while they were, respectively, 565 MPa and 25% when the tensile direction was perpendicular to the detonation wave propagation direction (indicated as 90°). Additionally, the wrinkled morphology perpendicular to the tensile direction was found near the fracture of specimen indicated as 0° after it the tensile test, while the surface of specimen indicated as 90° was smooth. As shown in Figures 9 and 10 , the bonding interface of specimens including TA1/X65 interface cracked and detached after the tensile tests. When the tensile direction was parallel to the direction of detonation wave propagation, the fracture significantly bent towards the TA1 side. Fragment-like morphology was found between TA1 and X65 layers in the cracked fractures and both Ti and Fe elements were detected in the fragments-like morphology (Figure 9e ). When the tensile direction was perpendicular to the direction of detonation wave propagation, the fracture also bent towards the TA1 side, whereas the bending degree was lower than that of specimen indicated by 0 • . The fracture between TA1 and X65 layers was smooth, and the residual morphology of wave crests of X65 steel could be found at the interface (marked by circles in Figure 10a ). elements were detected in the fragments-like morphology (Figure 9e Figure 10a ). The tensile strength of specimen indicated by 0° was 15 MPa higher than that of specimen indicated by 90°, while the elongation after fracture of the former one was significantly lower than elements were detected in the fragments-like morphology (Figure 9e ). When the tensile direction was perpendicular to the direction of detonation wave propagation, the fracture also bent towards the TA1 side, whereas the bending degree was lower than that of specimen indicated by 0°. The fracture between TA1 and X65 layers was smooth, and the residual morphology of wave crests of X65 steel could be found at the interface (marked by circles in Figure 10a ). The tensile strength of specimen indicated by 0° was 15 MPa higher than that of specimen indicated by 90°, while the elongation after fracture of the former one was significantly lower than The tensile strength of specimen indicated by 0 • was 15 MPa higher than that of specimen indicated by 90 • , while the elongation after fracture of the former one was significantly lower than that of the latter one. The analysis revealed that the differences in the tensile strengths and elongations after fracture of two specimens including TA1/X65 interface was probably related to the directional wave-like bonding interface. When the tensile direction was parallel to the direction of detonation wave propagation, the wave crests on the flyer layer side and the crests on the base layer side mutually meshed [46] ; meanwhile, the waves also damaged the continuity of constriction of the tensile specimens.
It is worth noting that the fracture of specimens including TA1/X65 interface stretched along two directions both bent towards the TA1 layer side. This phenomenon was mainly because of a significant difference in the mechanical properties between the TA1 layer and X65 layer. Figure 11 shows the results of the shear test. It can be seen from Figure 11 that when the shear direction was same (i.e., 0 • ), perpendicular (i.e., 90 • ) and opposite (i.e., 180 • ) to the detonation wave propagation direction, and the shear strengths of TA1/X65 interface were 219 MPa, 254 MPa, and 245 MPa, respectively. Figure 11 also indicates that the largest shear-displacement before the fracture was observed when the shear direction was perpendicular to the detonation wave propagation direction.
Compression-Shear Tests
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It is worth noting that the fracture of specimens including TA1/X65 interface stretched along two directions both bent towards the TA1 layer side. This phenomenon was mainly because of a significant difference in the mechanical properties between the TA1 layer and X65 layer. Figure 11 shows the results of the shear test. It can be seen from Figure 11 that when the shear direction was same (i.e., 0°), perpendicular (i.e., 90°) and opposite (i.e., 180°) to the detonation wave propagation direction, and the shear strengths of TA1/X65 interface were 219 MPa, 254 MPa, and 245 MPa, respectively. Figure 11 also indicates that the largest shear-displacement before the fracture was observed when the shear direction was perpendicular to the detonation wave propagation direction. Figure 11 that all the three fractures obtained under different shear directions consisted of the bright zone and dark zone. According to the results of EDS analysis, the dark zone should be the residual morphology of vortex zone, which is composed of supersaturated solid solution and brittle intermetallic compounds, while the bright zone on the fracture might be the residual morphology of the bonding region with a narrow interface layer. When the shear direction is perpendicular to the detonation wave propagation direction, the bright zone presents a relatively large dimension in the direction of shear load. The difference in shear strength between a shear direction parallel to a detonation wave propagation direction and the shear direction perpendicular to the detonation wave propagation direction might relate to the mechanical locking effect of the wavy interface. As reported by Bai et al., the waves in the TA1 side and X65 steel side are interlocked. When the loading direction is the same to that of detonation wave propagation, separation of upper waves from the lower waves is subjected to a relatively low resistance. Thus, the shear strength under a load parallel to detonation wave propagation direction is lower than that under a load perpendicular to the detonation wave propagation direction. Figure 11 that all the three fractures obtained under different shear directions consisted of the bright zone and dark zone. According to the results of EDS analysis, the dark zone should be the residual morphology of vortex zone, which is composed of supersaturated solid solution and brittle intermetallic compounds, while the bright zone on the fracture might be the residual morphology of the bonding region with a narrow interface layer. When the shear direction is perpendicular to the detonation wave propagation direction, the bright zone presents a relatively large dimension in the direction of shear load. The difference in shear strength between a shear direction parallel to a detonation wave propagation direction and the shear direction perpendicular to the detonation wave propagation direction might relate to the mechanical locking effect of the wavy interface. As reported by Bai et al., the waves in the TA1 side and X65 steel side are interlocked. When the loading direction is the same to that of detonation wave propagation, separation of upper waves from the lower waves is subjected to a relatively low resistance. Thus, the shear strength under a load parallel to detonation wave propagation direction is lower than that under a load perpendicular to the detonation wave propagation direction. 
Conclusions
The interface characteristic of explosive-welded and hot-rolled TA1/X65 bimetallic plate was studied in this work. The main findings can be summarized as follows:
(1) TA1/X65 interface of explosive-welded and multi-pass hot-rolled bimetallic plate was approximately a straight interface on the cross section perpendicular to the detonation wave propagation direction. Periodic morphology of residual peninsula could be observed on the wavelike TA1/X65 interface, when the cross section was parallel to the detonation wave propagation direction.
(2) The vortex consisted of hard and brittle intermetallic compounds and numerous cracks were formed in the vortex zone after explosively welding and multi-pass hot rolling process. Fe element diffusion was detected in the TA1 region. The closer the section of X65 to the interface, the less the percentage of pearlite in the section.
(3) The section of the X65 zone far from the interface had a Vickers hardness value of approximately 216 HV, and the section of the TA1 zone far from the interface had a Vickers hardness value of approximately 128 HV. However, micro-hardness values up to 625 HV were measured at the locations where the residual peninsula was observed.
(4) TA1/X65 interface of explosive-welded and multi-pass hot-rolled bimetallic plate has higher bearing capacity for the external load perpendicular to the detonation wave propagation direction than that for the external load parallel to the detonation wave propagation direction. 
(1) TA1/X65 interface of explosive-welded and multi-pass hot-rolled bimetallic plate was approximately a straight interface on the cross section perpendicular to the detonation wave propagation direction. Periodic morphology of residual peninsula could be observed on the wave-like TA1/X65 interface, when the cross section was parallel to the detonation wave propagation direction.
(4) TA1/X65 interface of explosive-welded and multi-pass hot-rolled bimetallic plate has higher bearing capacity for the external load perpendicular to the detonation wave propagation direction than that for the external load parallel to the detonation wave propagation direction.
